Record Display Form 



Page 1 of 2 



First Hit 



Previous Doc 



Next Doc Go to Doc# 



□ iMt^te^llecMoTTTlirpf^ 



LI: Entry 1 of 2 



File: JPAB 



May 7, 1996 



PUB-NO: JP408112808A 
DOCUMENT-IDENTIFIER: JP 08112808 A 

TITLE: ROLL COATER AND METHOD FOR MOLDING PLASTERBOARD BY USING THE COATER 
PUBN-DATE: May 7, 1996 
INVENTOR-INFORMATION : 

NAME COUNTRY 

YAMAJI, YUKIO 

KIMURA, YASUAKI 

JINGU, TAKAO 

TAKAHASHI, TAKEO 

TAKEOKA, KUNIO 

ASSIGNEE-INFORMATION: 

NAME COUNTRY 
YOSHINO SEKKO KK 

APPL-NO: JP06249456 
APPL-DATE: October 14, 1994 

INT-CL (IPC): B28B 3/12; B28B 5/02 



PURPOSE: To improve adhesiveness between a plaster core and an original paper by 
providing a slurry feeding means onto the upper face of the original paper for a plaster 
board, a rotation driving means for rotating a coating roll in the reverse direction of 
the transferring direction of the original paper and a slurry spreading part between the 
upper face of the original paper and the lower end of the roll face of the coating roll. 

CONSTITUTION: The position of a coating roll 14 in the width direction of a substrate 
paper and the gap between the upper face of the substrate paper and the lower end of the 
roll face of the roll 14 are adjusted in advance. The substrate paper is carried in its 
long direction by a substrate paper carrying means and the slurry on the upper face of 
the substrate paper reaches a spreading part formed between the upper face of the 
substrate paper and the lower end of the roll face of the roll 14 on the upstream side in 
the carrying direction of the substrate paper from the roll 14 by a slurry carrying means 
12. As the roll 14 is arranged in such a way that it is approximately in parallel to the 
substrate paper along the width direction of the substrate paper and it is separated from 
the upper face of the substrate paper at a specified interval, the slurry is spread in 
the width direction of the substrate paper by the lower end of the roll face and a thin 
layer of the slurry can be formed thereby over the whole surface of the substrate paer. 
In addition, excess slurry is made to flow into the edge part of the substrate paper 
through a non-spreading part. 
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BASIC-ABSTRACT: 

The roll coater (10) runs along the width direction of the stencil paper on its upper 
surface. The dregs removing rolls (16) run parallel to the roll coater. A receiving part 
(18) supports the stencil paper and conveys in the longitudinal direction. 

Slurry is supplied to the upper surface of the stencil paper by a slurry supply 'device 
(12) . The roll coater is rotated in the opposite direction to the conveying direction of 
the stencil paper. A spreading part (20) is placed between upper surface of stencil paper 
and roll coater. 

ADVANTAGE - Improves bonding of plastic wick and stencil paper. 
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* NOTICES f "Vox^sIaVio^ ~&>r T^pc^ Og-ll1?o£_ 

JPO arid INPIT are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
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2.****. shows the word which can not be translated. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] ' 

[Industrial Application] This invention relates to the shaping approach of the /plaster board) using the roll 

coater and this which are thin coating equipment. 

[0002] 

[Description of the Prior Art] glaster boarcj) is widely used as structural interior material from fire- 
resistive nature, insulation, workability, economical efficiency, etc. This plaster board is a plate which 
comes to cover with the stencil paper for plaster board (only henceforth stencil paper) the heart which 
makes gypsum fibrosum a subject, and manufacture is faced it. Slushing into lower stencil paper the 
exsiccated gypsum slurry (henceforth slurry) which kneaded the additive and water of the bubble for 
attaining exsiccated gypsum, an adhesion assistant, a hardening accelerator, and lightweight-ization, and 
others by the^mxgr^etc., and was obtained as a result Each part by the side of the both ends of this 
stencil paper is bent so that it may result in the rear-face side of plaster board . The slurry in the Hara 
paper spread crosswise with the stencil paper of through and the upper and lower sides in the malcinp 
machine as the paste part attached to the side face o f tpp stencil pape r lapped with the Hara spac e which 
is on this rear-face side is covered, and it fabricates to tabular. rougK-cut<p after hardening after an 
appropriate time, and is cut by the product dime nsi on after a forced drying That it is important here in 
order to fabricate plaster board In order to be that the heart which constitutes plaster board, and stencil 
paper paste up and to aim at the adhesive improvement, in GB No. 741 140 official report The technique 
which arranges the stencil paper which leveled with a roll the slurry of the high specific gravity which 
does not contain a bubble to the adhesion side of stencil paper, applied to it thinly, leveled with a roll the 
slurry of a sink and the high specific gravity which covers stencil paper or subsequently does not contain 
a bubble, and applied the slurry of the low specific gravity containing a bubble thinly on the front face 
on it, and fabricates plaster board is indicated. Moreover, the slurry of the high specific gravity 
containing adhesives is received between a spreading roll and an idler roll, slurry is supplied to JP,5- 
148001, A from there, this slurry adhering to a spreading roll side is made to transfer to the adhesion side 
of stencil paper, a thin gypsum-fibrosum layer is prepared, and the technique which fabricates sink 
plaster board is indicated in the slurry of the low specific gravity containing a bubble on this. 
[0003] Moreover, desiccation of plaster board is mentioned as a big factor on the manufacture in 
connection with adhesion of plaster board. That is, generally the rate of drying of the part for a edge and 
the edge field of plaster board of the plaster board in a forced-drying process is comparatively quicker 
than the rate of drying of the crosswise central part of plaster board . For this reason, it is easy tn g^rat* 
the fajl on the strength and adhesive agent (dryout) by overdesiccation to a part for that edge, or a edge 
field. The technique of preventing a dryout is indicated bv fabricating sink plaster board for the slurry of 
high i specific j grayity from the submixer firmed in the both ends of the slurry in the bottom papeT """'^ 
slushed tor example, into US No. 276273 8 official report from the main mixer on the occasion of 
shaping of plaster board as preventive measures of this dryout above the both ends of lower paper, 
respectively, and making the core specific gravity of this board edge larger than the specific gravity of a 
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center section. 
[0004] 

f Problem( s) to be Solved by the Invention] However, if it is in the roll coater of the advanced 
technology indicated by GB No. 741 140 official report and JP,5- 148001, A Since the hand of cut of a 
spreading roll is the conveyance direction and this direction of stencil paper, that of the slurry spread by 
the adhesiveness of slurry with a roll tends to adhere to a roll side. The slurry in which the thickness of a 
thin coat was not fixed in the conveyance direction of stencil paper, and adhered to the spreading roll 
side further as a result From it being the reaction hardening mold which the exsiccated gypsum of a 
principal component contacts water and hardens It hardens gradually during rotation, the pap of a 
spreading roll and an idler roll becomes narrow , the slurry which a spreading roll side is supplied as a 
result, and is transferred becomes lTttie""t1fie thickness of a thin coat changes with time amount, and the 
thickness of a thin coat is not fixed. On the other hand, in order to remove the slurry of the roll side after 
spreading, even if it forms a ** picking plate in the whole longitudinal direction of a roll, the removed 
slurry falls on the thin coat top face from a ** picking plate, and implementation of uniform coating 
thickness becomes difficult after all. Furthermore, the slurry adhering to a roll side face etc. hardens, 
grows, touches stencil paper, causes a slip of paper etc., and is obliged to a halt of a production line. 
[0005] Moreover, by the main mixer and the submixer, if it is in the advanced technology indicated by 
US No. 2762738 official report, since the slurry of low specific gravity and high specific gravity is 
separately passed to the center section and edge field of stencil paper, respectiv ely, the prod uction 
process of plaster board and production control become complicated. Then, the ^st purpose) of this 
invention is to offer the roll coating approach using the roll coater and this which can raise the adhesive 
property of the gypsum-fibrosum heart and stencil pap er. The( 2nd purpose^ of this invention is to offer 
the roll coating approach using the roll coa ter and this which can prevent that slurry hardens before 
spreading in stencil pape r. The Qrd purpos^ of this invention is to offer the shaping approach of the 
piaster board which enabled improvement in the productive efficiency of plaster board 
[0006] " 

[Means for Soiving the Problem] That the 1st purpose of this invention should be attained, if it is in the 
roll coater of invention. of the 1st of this invention The spreading roll arranged along the direction of a 
breadth of this stencil paper for plaster board at abbreviation parallel at the stencil paper for plaster 
board by separating predetermined spacing from the top face of this stencil paper for plaster board, To 
this spreading roll and parallel, and the ** picking roll arranged by sticking to the roll side of this 
spreading roll, In the roll coater which has a corbel for supporting said stencil paper for plaster board 
from the lower part of said stencil paper for plaster board, and a stencil paper conveyance means for 
making the longitudinal direction convey said stencil paper for plaster board The slurry supply means 
for supplying slurry to the top face of said stencil paper for plaster board by the conveyance direction 
upstream of said stencil paper for plaster board from said spreading roll, It has further a spreading roll 
rotation driving means for making the conveyance direction and hard flow of said stencil paper for 
plaster board rotate said spreading roll, and has considered as the configuration in which the spreading 
section of slurry is formed between the top face of said plaster board stencil paper, and the roll side 
lower limit of said spreading roll. 

[0007] That the 1st and 2nd purposes of this invention should be attained, if it is in the roll coater of 
invention of the 2nd of this invention The spreading roll arranged along the direction of a breadth of the 
stencil paper for plaster board by separating predetermined spacing from the top face of this stencil 
paper for plaster board, To this spreading roll and parallel, and the ** picking roll arranged by sticking 
to this spreading roll, In the roll coater which has a corbel for supporting said stencil paper for plaster 
board from the lower part of said stencil paper for plaster board, and a stencil paper conveyance means 
for making the longitudinal direction convey said stencil paper for plaster board The slurry supply 
means for supplying slurry to the top face of said stencil paper for plaster board by the conveyance 
direction upstream of said stencil paper for plaster board from said spreading roll, It has further a 
spreading roll rotation driving means for making the conveyance direction and hard flow of said stencil 
paper for plaster board rotate said spreading roll. The spreading section of slurry is formed between the 
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top face of said plaster board stencil paper, and the roll side lower limit of said spreading roll. Said 
adhesion section of said ** picking roll and said spreading roll The whole longitudinal direction of the 
roll side of said spreading roll is covered, it extends, said ** picking roll is arranged from said spreading 
roll at the conveyance direction upstream of said stencil paper for plaster board, and the main height of 
said ** picking roll is considered as the configuration which is below the main height of said spreading 
roll. 

[0008] Moreover, it has further a ** picking roll rotation driving means for making the hand of cut and 
hard flow of said spreading roll rotate said ** picking roll, and, as for the rotational speed of said ** 
picking roll, it is desirable that it is below the rotational speed of said spreading roll. Furthermore, the 
die length of the longitudinal direction of said spreading roll is smaller than the width of face of said 
stencil paper for plaster board , it is good to form the non-spreading section of slurry between the edfee of 
said spreading roH and the edge of said stencil pape r for plaster board, and , as for said non-spreading 
section, it is desirable to be formed in the both-ends side of said spreading roll. In addition, said 
spreading roll and said ** picking roll have the the same die length of a longitudinal direction, and are 
good to have further the ** picking plate arranged so that said adhesion section in each edge of said 
spreading roll and said ** picking roll may be touched. Moreover, as for the degree of hardness of the 
roll side of said spreading roll, what is larger than each degree of hardness of the roll side of said ** 
picking roll and the receptacle side of said corbel is good. 

[0009] That the 1st and 2nd purposes of this invention should be attained, if it is in the roll coating 
approach of invention of the 3rd of this invention The spreading roll arranged along the direction of a 
breadth of the stencil paper for plaster board by separating predetermined spacing from the top face of 
this stencil paper for plaster board, To this spreading roll and parallel, and the ** picking roll arranged 
by sticking to this spreading roll, The corbel for supporting said stencil paper for plaster board from the 
lower part of said stencil paper for plaster board, In the roll coating approach of the stencil paper for 
plaster board using the roll coater which has a stencil paper conveyance means for making the 
longitudinal direction convey said stencil paper for plaster board The slurry of high specific gravity by 
passing said predetermined spacing by supplying the slurry of high specific gravity to the top face of 
said stencil paper for plaster board by the conveyance direction upstream of said stencil paper for plaster 
board from said spreading roll By making it spread crosswise [ of said stencil paper for plaster board ], 
forming the thin layer of the slurry of high specific gravity, and making the conveyance direction and 
hard flow of the stencil paper for plaster board rotate said spreading roll It has considered as the 
configuration containing what the slurry of the high specific gravity which does not pass said 
predetermined spacing is returned for to the conveyance direction upstream of said stencil paper for 
plaster board along the roll side of said spreading roll. Furthermore, achievement of the increase in 
specific gravity of the edge of plaster board and a edge field is attained by passing, the slurry ofhigh 

specific gravity in the non-spread section of spreading roll both end s! " 

[0010] That the 3rd purpose of this invention should be attained, if it is in the shaping approach of the 
plaster board invention of the 4th of this invention, the roll coating approach of the 3rd invention is 
given to the overlay and lower paper of plaster board, th e slurry of low specific gravity is supplied 
_between the thin layers of the slurry of the hiph specific gravity formed in said overlay and said lower 
jgager, respectively, a layered product is formed, and it has considered as the configuration containing 
what this layered product is dried for. Moreover, it is desirable to bend both the edges of lower paper up 
along with the longitudinal direction, and to form the antitussive section of the slurry from the non- 
spreading section before layered product formation. 
[0011] 

[Function] If it is in invention and invention of the 3rd of the 1st of the above configuration While 
conveying the stencil paper for plaster board (henceforth stencil paper) to the longitudinal direction with 
a stencil paper conveyance means The slurry of the field in the Hara paper results in the spreading 
section formed between the top face of stencil paper, and the lower limit of the roll side of a spreading 
roll with a slurry supply means by supplying slurry to the top face of said stencil paper by the 
conveyance direction upstream of stencil paper from a spreading roll. Since a spreading roll separates 
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predetermined spacing from the top face of this stencil paper along the direction of a breadth of this 
stencil paper at abbreviation parallel at stencil paper and it is arranged, it becomes possible for slurry to 
be spread by the lower limit of a roll side in the direction of a breadth of stencil paper, to continue on the 
surface of [ whole ] stencil paper by it, and to form the thin layer of slurry. At this time, by making the 
conveyance direction and hard flow of stencil paper rotate a. spreading roll It prevents that the spread 
slurry tends to adhere to the lower limit of a spreading roll side by the adhesiveness . Gn the other hand, 
a ** picking roll to a spreading roll and parallel and by carrying out adhesion arrangement to the roll 
side of a spreading roll Since it can prevent that slurry adheres to the spreading roll side of the hand-of- 
cut advancing side from the adhesion section, change of the conveyance direction of the stencil paper of 
the thin layer of slurry and change by time amount are prevented, as a result, equalization of the 
thickness of a thin layer is attained, and it becomes possible to raise the adhesive property of the 
gypsum-fibrosum heart and stencil paper. 

[0012] If it is in invention and invention of the 3rd of the 2nd of the above configuration, like the 1st 
invention, slurry results in the spreading section and change of the conveyance direction of the stencil 
paper of the thin layer of slurry and change by time amount are prevented. With it, a ** picking roll is 
arranged from a spreading roll at the conveyance direction upstre.am of stencil paper. The adhesion 
section of a ** picking roll and a spreading roll Since the whole longitudinal direction of the roll side of 
a spreading roll is covered and it extends, the slurry which is not spread with a spreading roll in the 
spreading section It adheres to the roll side of the spreading roll which carries out inverse rotation to the 
conveyance direction of stencil paper, is transported to the style side in the Hara paper toward the upper 
part, results in. the adhesion section with a ** picking roll, and moves from slurry to the roll side of a ** 
picking roll in the adhesion section. Here Since the main height of a ** picking roll is below main height 
of a spreading roll, it enables the slurry of a *» picking roll side to fall in the Hara paper of the stencil 
paper conveyance direction upstream from the spreading sectio n, t he slurry which fell in the Hara paper 
results in the spreading section again, and a part is spread and moves to the conveyance direction 
downstream of a spreading roll. Activating the flow of the antitussive part of forming [ a part is not 
spread, but forms the endless loop of slurry, and / in the upstream of the spreading section ]-especially 
by that cause slurry It becomes possible to become possible to be spread finally and to transport to the 
spreading roll downstream, consequently to prevent hardening of the slurry of non-spreading. 
[0013] If it is in invention of the 4th of the above configuration, while preventing the ununiformity of 
the thickness of a thin layer, and/or generating of a dryout to the overlay and lower paper of stencil 
paper Improving or maintaining the adhesive property of the gypsum-fibrosum heart and stencil paper 
by activating the flow of the antitussive part of slurry, with the slip of paper by the hardened slurry etc., 
a halt of a production line can be avoided and, as a result, the productive efficiency of plaster board can 
be raised. 
[0014] 

[Example] Hereafter, with reference to an accompanying drawing, the desirable embodiment of this 
invention is explained to a detail taking the case of the roll coater for lower papers. Drawing 1 is the 
partial perspective view of the roll coater concerning the example of this inven tion. In drawing 1 , a 
reference number (f0)is a foil c'oatefr A roll coater 10 * The( slurry supply meanj l^for supplying slurry to 
the top face of st encil paper A, and I the( spreading roI] (j^ arranged in the upper part region of stencil 
paper A, The * picking rollff ^ installed in the style side in the Hara paper of the spreading roll 14, and 
the corbel 1 8 installed in the lower part region of stencil paper A, The outline configuration is carried 
out from the spreading roll rotation driving means and ** picking roll rotation driving means (not 
shown) which carry out the rotation drive of the spreading roll 14 and the ** picking roll 16, 
respectively. Stencil paper A is an endless roll sheet which has predetermined width of face, and it is 
conveyed by the conveyance means (not shown) for making stencil paper A convey in the direction 
shown in the arrow head of drawing 1 , being supported by the corbel 18. The slurry supply means 12 
consists of ducts from a mixer {not shown) , and the slurry slushed on the Hara space has one desirable 
place, as shown in drawmgJ, trom a viewpoint which prevents stagnation of the slurry in the spreading * 
roll 14. 
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[0015] The spreading roller 14 and the ** picking roller 16, holding a mutual relative position It is 
supported free [ rotation ] by the common supporting material (not shown) installed in the both sides of 
stencil paper A in the both ends of each rotation shaft 19a and b, respectively in order to perform 
positioning to stencil paper A. By furthermore adjusting the vertical direction location of each 
supporting material, and the direction location of a breadth of stencil paper A in one The jion-spreading 
section 20 of the request which positioning of the spreading roller 14 and the ** picking roller 16 is 
performed, and the lower limit of the spreading roller 14 separates desired predetermined spacing from 
the top face of stencil paper A by it, and is later explained in the direction of a breadth of stencil paper A 
is formed. Next, about the spreading roll 14, if it explains, the spreading roll 14 is a cylindrical shape- 
like, it is the well-known type with which an outside surface constitutes a roll side, and it is arranged by 
stencil paper A al ong the direction of a breadth of stencil paper A at abbreviation parallel, and the 
Spreading sectioift20 of slurry is constituted between the top face of stencil paper A, and the roll lower 
limit of the spreading roll 14 , In addition, the coating thickness with the spreading roll 14 is 100 . Or 500 
Since the micron is desirable, predetermined spacing of the spreading section 20 is good to set it as this 
range. The die length of the longitudinal direction of the spreading roll 14 is smaller th^n the Y ^frljflf 
Xa ce of stencil paper A , and the non-spreading se ction 20 fnot shown ) of sl urry^is formed b etweeneach 
edge of the spreading roll 14, and each edge of stencil paper A , As FoTtKew^ 
spreading section 2 0, generally,"iris"desVable that they are lOrnm thru/or 50mm. Therefore, the slurry 
spread crosswise [ of stencil paper A ] can flow now into the edge (edge of the plaster board" which bent 
both ends) of stencil paper A trom the both ends ot a Hash and a thin layer from the both ends of the 
spreading roll 14 through the non-spreading section 20, respectively in the spreading section 20. In 
addition, although it is not necessary to necessarily form the non-spreading section 20 when using 
stencil paper A as the overlay of plaster board, it is necessary to make roll width of face or width of face 
of the rion-spreading section 20 into the width of face except a part for an edge left for applying paste 
that an edge left for applying paste should be secured in. the both ends of a thin layer, respectively. As 
for the degree of hardness of the roll side of the spreading roll 14, what is larger than the degree of 
hardness of the field of the viewpoint of protection of a roll side and slip-of-paper prevention to the ** 
picking roll 16 and th e field of a corbe l 18 is desirable. An exhaust nozzle aligns at the longitudinal 
direction of a roll, the fchower batht22) which each exhaust nozzle turned to caudad toward the spreading 
roll 14 is formed in the upper part region of the spreading roll 14, and water is sprayed on the roll side of 
the spreading roll 14 of an upper part region from the adhesion section with the ** picking roll 16 
explained later. In addition, this shower bath 22 may be used not only the time of cleaning after a 
production-line halt but during operation. 

[0016] The ** picking roll 16 is the type of the same common knowledge as the spreading roll 14, and 
in parallel with the spreading roll 14, it sticks to the roll side of the spreading roll 14, and it is arranged. 
The adhesion section of the ** picking roll 16 and the spreading roll 14 The whole longitudinal direction 
of the roll side of the spreading roll 14 is covered, and it extends. The ** picking roll 16 It is arranged 
from the spreading roll 14 at the conveyance direction upstream of stencil paper A, and the main height 
of the ** picking roll 16 is below main height of the spreading roll 14, and since the lower limit of the 
** picking roll 16 does not need to contact the top face of stencil paper A, the diameter of a roll is 
smaller than the path of the spreading roll 14. Therefore, since the hands of cut of the ** picking roll 16 
f are it of the spreading roll 1 4, and hard flow as the slurry adhering to the roll side of the spreading roll 
14 is told to the ** picking roll 16 through the adhesion section and being later explained in the 
spreading section 20, it falls in stencil paper A from the abbreviation spot, i.e., near the adhesion section 
by the side of the ** picking roll 16. Moreover, it prevents the slurry to which the ** picking plate 26 
has been arranged so that the adhesion section in each edge of the spreading roll 14 and the ** picking 
roll 16 may be touched, as the die length of a longitudinal direction is the same and it is well shown in 
drawing 1 , and the ** picking roll 16 and the spreading roll 14 removed the slurry adhering to a roll 
side face, and adhered hardening, and growing up. 

[0017] As shown in drawing 1 , between the receptacle table 28 prolonged in the longitudinal direction 
of stencil paper A, and a table 28, a corbel 1 8 consists of a receptacle roll 30 with which the spreading 
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roll 14 was installed immediately caudad, and supports stencil paper A from the lower part of stencil 
paper A. Since the field of rubber etc. is dented and the slip of paper of stencil paper A can be prevented 
even if it wins popularity with the spreading roll 14 and a foreign matter mixes between the stencil paper 
A on a roll 30 by covering the field of a corbel 30 with rubber, elasticity resin, etc., cannot interrupt a 
production line and it can continue a production line. The receptacle table 28 may be constituted from a 
surface plate etc., and a rotation drive may be carried out or it may make the receptacle roll 30 Flea. 
Become from the combination of a transmission means [****/ for transmitting rotation of a well- 
known motor and this motor to each rotation shaft ], for example, sprocket chain, a spreading roll 
rotation driving means and a ** picking roll rotation driving means make the conveyance direction and 
the hard flow of stencil paper A rotate a spreading roll 14, respectively, if it is to a spreading roll rotation 
driving means, and if it is to a ** picking roll rotation driving means, they make the hand of cut and the 
hard flow of a spreading roll 14 rotate a ** picking roll 16. In addition, in order to obtain the thin layer 
stabilized in homogeneity at the Hara space, as for the peripheral velocity of the spreading roll 14, it is 
desirable that it is below the bearer rate of stencil paper A, and, as for the peripheral velocity of the **** 
picking roll 16, it is desirable that it is below the hoop direction rate of the spreading roll 14. An idler 
may be prepared between the spreading roll 14 and the ** picking roll 16, and you may drive with a 
single rotation driving gear. 

[0018] About the roll coater of the above configuration, the operation is explained below. Beforehand, 
the crosswise location of the lower paper of the spreading roll 14 and spacing of the top face of lower 
paper and the lower limit of the roll side of the spreading roll 14 are adjusted. While conveying lower 
paper to the longitudinal direction with a stencil paper conveyance means, the slurry of the top face of 
lower paper results in the spreading section 20 formed between the top face of lower paper, and the 
lower limit of the roll side of the spreading roll 14 with the slurry supply means 12 by supplying slurry 
to the top face of said lower paper by the conveyance direction upstream of' lower paper from the 
spreading roll 14. As for the spreading roll 14, it enables it for slurry to be spread by the lower limit of a 
roll side in the direction of a breadth of lower paper, to continue on the whole front face of lower paper 
by it, and to form the thin layer of slurry, since predetermined spacing is separated from the top face of 
this lower paper and it is arranged along the direction of a breadth of this lower paper at abbreviation 
parallel at lower paper. Excessive slurry the non-spreading section 20 formed in 14 spreading rolls one 
,end Moreover, a passage, I f it can flow into the edge (edge of the plaster board at the time ofbending ' 
both ends) of a flash and lower paper from the both ends of the spreading roll 14 and slurry is made into 
the thing of high specific gravity Without forming separate equipments, such as a submixer, slurry of a 
edge can be easily made into high specific gravity, and a dryout can be prevented by it. 
[0019] At this time, by making the conveyance direction and hard flow of lower paper rotate the 
spreading roll 14 When the spread slurry can prevent that it is going to adhere to the lower limit of the 
14th page of a spreading roll and makes the hand of cut of a ** picking roll further the hand of cut and 
hard flow of the spreading roll 14 by the adhesiveness Since it can prevent certainly that the slurry 
which adhered to the 14th page of a spreading roll in part results in the upstream through the ** picking 
roll 16 from the spreading roll hand-of-cut downstream of the adhesion section 24, and is transported to 
the spreading section 2020 Thickness covering the conveyance direction of the stencil paper of the thin 
layer of slurry is made into homogeneity, it prevents that thickness changes with the operating times of a 
roll coater 10 further, as a result, equalization of the thickness of a thin layer is attaine d, and it becomes 
possible to raise the adhesive property of the gypsum-fibrosum heart and lower paper . With it, the ** 
picking roll 16 is arranged from the spreading roll 14 at the conveyance direction upstream of lower 
paper. The adhesion section 24 of the ** picking roll 16 and the spreading roll 14 Since the whole 
longitudinal direction of the roll side of the spreading roll 14 was covered and it has extended, the slurry 
which is not spread with the spreading roll 14 in the spreading section 20 Adhere to the roll side of the 
spreading roll 14 which carries out inverse rotation to the conveyance direction of lower paper, and it is 
transported to the style side in the bottom paper toward the upper part. Since it results in the adhesion 
section 24 with a ** picking roll, it moves from slurry to the roll side of a ** picking roll in the adhesion 
section 24 and a ** picking roll rotates to the spreading roll 14 and hard flow, it falls just under on the 

.1 
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abbreviation spot. 

[0020] Here, since the main height of a ** picking roll is below main height of the spreading roll 14, it 
enables the slurry of a ** picking roll side to fall in the bottom paper of the lower paper conveyance 
direction upstream from the spreading section 20. The flow of the antitussive part 32 of the slurry which 
a part is spread, the slurry which fell in the bottom paper is transported to the downstream of the 
spreading roll 14, and a part results in the spreading section 20 again, forms the endless loop of slurry by 
this repeat, and is formed in the upstream of the spreading section 20 especially by that cause is 
activated, and it becomes possible to make it spread finally, consequently hardening of the slurry of non- 
spreading can be prevented. Moreover, with the ** picking plate 26, ** which always adhered to the 
flank of each roll can be removed, and it can harden, and can grow up, and generating of a slip of paper 
etc: can be prevented. Furthermore, the thin layer front face of the slurry spread by the roll side is 
maintainable by cleaning the roll side of the spreading roll 14 with a shower bath 22 during operation or 
a halt. As mentioned above, although the case where it applied to lower paper was explained to the 
example, if it is in an overlay, except for the point which does not apply slurry to a side edge as 
mentioned above that an edge left for applying paste should be secure d, it is the sa me. Next, the shaping 
approach of the plaster board using this roll coater is explained below (5rawinp TU s the process 
explanatory view showing the forming cycle of plaster boar d partially and roughly. The lower paper 110 
of the stencil paper for plaster board is conveyed along with a production line. A mixer 1^ 0 is the thing 
of the type which can supply the slurry of high specific gravit y and low specific gravity by the single 
mixer for which it is arranged above the predetermined location relevant to conveyance Rhine, for 
example, conveyance Rhine, and these people applied separately, in addition, conventionally, the slurry 
of high specific gravity and low specific gravity is alike, respectively, it receives and the Mass key of a 
type may be prepared. Fine particles, such as exsiccated gypsum, an adhesion assistant, an effectiveness 
accelerator, and an additive, a bubble, and water are supplied to a mixer 120 , and a mixer 120 kneads 
these raw materials and supplies the slurry 130 of high specific gravity on the loweypaper 1 1 0 and an 
overlay 160 by the conveyance direction upstream from a roll coater 100 throug'Ouc^TWand 150 . 
* The slurry on the lower paper 1 10 and an overlay 160 results in the Spreading sectior1f20) of a roll coater 
100, respectively, and it is spread as mentioned above here, and th e thin layer and edge field of slurry 

\l?x °, f u h ^ h Speciflc are formed Qn ft e lower naner 1 1 0 and a thin layer is tormed on an overlay 

JbO. The lower paper 1 10 is conveyed as it is, and with the turn roller 170, an overlay 1(W converts In 
the direction of conveyance Rhine of the lower paper 1 10, and reaches both the shaping rollers 180T 
Here, the slurry 200 of l ow specific gravity is supplied through a duct 190 between the thin lave.r* 
formed on each papers 1 10 and 160 from a mixer 120 . the continuous layered product of the three-tiered 
structure which consists of the lower paper 1 10, slurry 200, and an overlay 160 is formed in this way, 
and this layered product reaches a rough cutting cutter (not shown), hardening . A rough cutting cutter 
cuts a continuous layered product to the board of predetermined die length, and the raw material of the 
plate which comes to cover with the stencil paper for plaster board the heart which makes gypsum 
fibrosum a subject in this way, i.e., plaster board, is formed. The rough-cut layered product i s cut by 
predetermined product lenpth after an appropriate time by a dryer's (not shown^ letting it pass and 
carrying out a forced drying to it further, and a plaster board product is manufactured in this way 
[0021] • 

[Effect] By preventing that slurry adheres and hardens to a spreading roll side by the above explanation 
according to the roll coater of invention of the 1st of this invention, and the roll coating approach of the 
3rd invention so that clearly, change of the thickness by the location and time amount of a thin coat is 
controlled, by it, equalization of the thickness of a thin coat can be attained and the adhesive property of 
the gypsum-fibrosum heart and lower paper can be raised. According to the roll coater of invention of 
the 2nd of this invention, and the roll coating approach of the 3rd invention The slurry which is not 
spread with a spreading roll is returned to the conveyance direction upstream of the lower paper for 
plaster board through the adhesion section and a ** picking roll from a spreading roll, preventing 
adhesion hardening of the slurry to a spreading roll side. Hardening of the slurry which is made to 
spread all the slurry finally supplied and is not spread as a result can be prevented by making a part 
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spread, and a part's forming the endless loop of slurry and activating the flow of slurry. According to the 
desirable mode, generating of the dryout of the part for a edge and the edge field of plaster board can be_ 
prevented by the sin^jeroll coate r, and the adhesive property of the gypsum-fibrosum heart anxLJower ~ 
paper can be maintained by it. * ~ ~- — 

[0022] According to the shaping approach of the plaster board invention of the 4th of this invention, 
preventing ununiformity-izing of the thickness of a thin la yer, and/or generating of a dryout, by 
activating the flow of the slurry of non-spreading, the adhesive property of the gypsum-fibrosum heart 
and lower paper is raised, and a halt of the production line by a slip of paper etc. can be avoided , and,- as 
a result, the productive efficiency of plaster board can be raised. 



[Translation done.] 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The spreading roll arranged along the direction of a breadth of this stencil paper for plaster 
board at abbreviation parallel at the stencil paper for plaster board by separating predetermined spacing 
from the top face of this stencil paper for plaster board, To this spreading roll and parallel, and the ** 
picking roll arranged by sticking to the roll side of this spreading roll, In the roll coater which has a 
corbel for supporting said stencil paper for plaster board from the lower part of said stencil paper for 
plaster board, and a stencil paper conveyance means for making the longitudinal direction convey said 
stencil paper for plaster board The slurry supply means for supplying slurry to the top face of said 
stencil paper for plaster board by the conveyance direction upstream of said stencil paper for plaster 
board from said spreading roll, The roll coater characterized by having further a spreading roll rotation 
driving means for making the conveyance direction and hard flow of said stencil paper for plaster board 
rotate said spreading roll, and forming the spreading section of slurry between the top face of said 
plaster board stencil paper, and the roll side lower limit of said spreading roll. 
[Claim 2] It is the roll coater according to claim 1 whose main height of said ** picking roll said 
adhesion section of said ** picking roll and said spreading roll covers the whole longitudinal direction 
of the roll side of said spreading roll, and is prolonged, said ** picking roll is arranged from said 
spreading roll at the conveyance direction upstream of said stencil paper for plaster board, and is below 
main height of said spreading roll. 

[Claim 3] It is the roll coater according to claim 2 whose rotational speed of said ** picking roll it has 
further a ** picking roll rotation driving means for making the hand of cut and hard flow of said 
spreading roll rotate said ** picking roll, and is below the rotational speed of said spreading roll. 
[Claim 4] The die length of the longitudinal direction of said spreading roll is a roll coater according to 
claim 1 to 3 which is smaller than the width of face of said stencil paper for plaster board and by which 
the non-spreading section of slurry is formed between the edge of said spreading roll, and the edge of 
said stencil paper for plaster board. 

[Claim 5] Said non-spreading section is a roll coater according to claim 4 formed in the both-ends side 
of said spreading roll. 

[Claim 6] Said spreading roll and said ** picking roll are a roll coater given in any 1 term of claim 2 
which has further the ** picking plate arranged so that said adhesion section [ in / the die length of a 
longitudinal direction is the same, and / each edge of said spreading roll and said ** picking roll ] may 
be touched thru/or claim 5. 

[Claim 7] The degree of hardness of the roll side of said spreading roll is a roll coater given in any 1 
term of larger claim 1 than each degree of hardness of the roll side of said ** picking roll, and the 
receptacle side of said corbel thru/or claim 6. . 

[Claim 8] The spreading roll arranged along the direction of a breadth of the stencil paper for plaster 
board by separating predetermined spacing from the top face of this stencil paper for plaster board, To 
this spreading roll and parallel, and the ** picking roll arranged by sticking to this spreading roll, The 
corbel for supporting said stencil paper for plaster board from the lower part of said stencil paper for 
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plaster board, In the roll coating approach of the stencil paper for plaster board using the roll coater 
which has a stencil paper conveyance means for making the longitudinal direction convey said stencil 
paper for plaster board The slurry of high specific gravity by passing said predetermined spacing by 
supplying the slurry of high specific gravity to the top face of said stencil paper for plaster board by the 
conveyance direction upstream of said stencil paper for plaster board from said spreading roll By 
making it spread crosswise [ of said stencil paper for plaster board ], forming the thin layer of the slurry 
of high specific gravity, and making the conveyance direction and hard flow of the stencil paper for 
plaster board rotate said spreading roll The roll coating approach of the stencil paper for plaster board 
characterized by including what the slurry of the high specific gravity which does not pass said 
predetermined spacing returned for to the conveyance direction upstream of said stencil paper for plaster 
board along the roll side of said spreading roll. 

[Claim 9] The roll coating approach of the stencil paper for plaster board according to claim 8 which 
includes further passing the non-spreading section formed between the edge of said spreading roll, and 
the edge of said stencil paper for plaster board in the slurry of the surplus in the case of spreading of the 
slurry of high specific gravity. 

[Claim 10] The peripheral speed of said spreading roll is the roll coating approach of the stencil paper 
for plaster board given in any 1 term of claim 8 which is below the bearer rate of said stencil paper for 
plaster board, or claim 9. 

[Claim 1 1] The coating thickness with said spreading roll is the roll coating approach of the stencil 
paper for plaster board according to claim 8 to 10 which is 100 thru/or 500 microns. 
[Claim 12] It is the roll coating approach given in any 1 term of claim 8 or claim 9 The overlay of 
plaster board, and/Or the shaping approach of the plaster board containing what it gives lower paper, the 
slurry of low specific gravity is supplied between the thin layers of the slurry of the high specific gravity 
formed in said overlay and said lower paper, respectively, a layered product is formed, and this layered 
product is dried for. 

[Claim 13] The shaping approach of plaster board including bending both the edges of lower paper up 
along with the longitudinal direction, and forming the antitussive section of the slurry from the non- 
spreading section before said layered product formation, according to claim 12. 



[Translation done.] 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the partial perspective view of the roll coater concerning the example of this invention. 

[Drawing 2] It is process drawing showing the forming cycle of plaster board partially and roughly. 

[Description of Notations] 

10 Roll Coater 

12 Slurry Supply Means 

14 Spreading Roll 

16** Picking Roll 

18 Corbel 

19 Rotation Shaft 

20 Spreading Section 20 
22 Shower Bath 

24 Adhesion Section 
26** Picking Plate 
28 Receptacle Table 
30 Receptacle Roll 
32 Antitussive Section 
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